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® An ignition coil assembly to be inserted into a plug hole of an engine so as to be directly coupled to an 
ignition plug. The ignition coil assembly is equipped with a central iron core and primary and secondary coils 
wound around the central iron core. The central iron core is formed by bundling magnetic wire rods to have a 
cylindrical configuration. This arrangement allows the ignition coil assembly to be easily and effectively inserted 
into the plug hole of the engine. 
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BACKGROUND OF THE INVENTION 

The present invention relates principally to an ignition coil assembly to be arranged to be directly 
coupled to an ignition plug for internal combustion engines. 

5 Such types of ignition coil assemblies generally comprise a central iron core constructed by placing 

silicon steel plates one upon another so as to form the outer shape to a square pole configuration such as 
is disclosed in the Japanese Patent Provisional Publication No. 63-132411. There is a problem which arises 
with the aforementioned conventional ignition coil assembly comprising the central iron core with a square 
pole configuration, however, in that difficulty can particularly be encountered to encase it in a space such as 

10 a cylindrical plug hole for insertion of the ignition plug. 

SUMMARY OF THE INVENTION 

It is therefore an object of the present invention to provide an ignition coil assembly which is capable of 
75 being effectively and easily inserted into a small cylindrical space such as the plug hole for insertion of an 
ignition plug. 

In accordance with the present invention, there is provided an ignition coil assembly for an internal 
combustion engine, comprising a central iron core formed by bundling magnetic wire rods to have a 
cylindrical configuration and processing them under a pressure, and primary and secondary coils wound 

20 around the central iron core. 

Preferably, the wire rods are made of a material whose magnetic flux density is equal to or above 1 .3 
tesla when magnetic field is 8 oersted, and the wire rods are bundled to form the cylindrical central iron 
core so that the space factor is above 52.5%. Further, an insulating layer is attached to a circumference of 
each of said wire rods, and said wire rods with said insulating layers are bundled and pressed to be closely 

25 attached to each other to form the cylindrical central iron core, so that the space factor of the wire rods is 
85 to 95%. It is also preferable that each of the wire rods has a diameter of 0.01 to 3 mm and has a 
hexagon cross section due to the pressure formation performed when bundling said wire rods to have a 
cylindrical configuration. Gaps fromed between the wire rods which are presented at a peripheral portion of 
the central iron core are filled with a resin including magnetic metal powder. The central iron core is formed 

30 by placing the cylindrically bundled wire rods in a silicon steel pipe and then compressing said silicon steel 
pipe against the cylindrically bundled wire rods. The silicon steel pipe has slits formed by axially cutting it, 
and said slits are filled with an insulating material. 

In accordance with the present invention, there is further provided an ignition coil assembly to be 
inserted into a plug hole of an engine so as to be directly coupled to an ignition plug, the ignition coil 

35 assembly comprising a central iron core formed by bundling magnetic wire rods to have a cylindrical 
configuration, and primary and secondary coils wound around the central iron core, the wire rods being 
made of a material whose magnetic flux density is equal to or above 1.3 tesla when magnetic field is 8 
oersted, and an insulating layer being attached to each of the wire rods, and the central iron core being 
formed so that the space factor of the wire rods with said insulating layers is 85 to 95%. 

40 

BRIEF DESCRIPTION OF THE DRAWINGS 

r 

The object and features of the present invention will become more readily apparent from the following 
detailed description of the preferred embodiments taken in conjunction with the accompanying drawings in 
45 which: 

Fig. 1 is a cross-sectional view showing an ignition coil assembly according to the present invention 
which is attached to an engine; 

Figs.2A to 2C are illustrations of an arrangement of an ignition coil assembly according to an 
embodiment of the present invention; 
so Fig. 3 is a schematic illustration for describing a method of manufacturing a central iron core of an 
ignition coil according to this invention; 

Fig. 4 is an enlarged side view showing the central iron core constructed in accordance with the 
manufacturing method as illustrated in Fig. 3 ; 

Fig. 5 is a further enlarged cross-sectional view of the Fig. 4 central iron core; 
55 Fig. 6 shows the primary breaking current-to-secondary generation voltage characteristic of an ignition 
coil assembly according to this invention; 

Fig. 7 illustrates the space factor-to-secondary generation voltage characteristic of an ignition coil 
assembly according to this invention; 
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Fig. 8A is a plane view showing an ignition coil assembly according to another embodiment of the 
present invention; 

Fig. 8B is a vertical cross-sectional view of the Fig. 8A ignition coil assembly; 

Figs. 9A to 9D show an central iron core of the Figs. 8A and 8B ignition coil, Fig. 9A being an elevational 
5 view, Fig. 9B being right-side view, 9C being a cross-sectional view taken along a line B-B\ and Fig. 9D 
being a cross-sectional view taken along a line A-A 1 ; and 

Figs. 10 to 12 are side views showing central iron cores of ignition coil assemblies according to further 
embodiments of the present invention. 

10 DETAILED DESCRIPTION OF THE INVENTION 

Fig. 1 is a schematic illustration where an ignition coil assembly 10 is mounted in the inside of an 
engine. In Fig. 1, numeral 1 represents an engine block, 2 designates a fuel chamber formed in the engine 
block 1, 3 depicts an ignition plug inserted and fixed in a plug hole 1a of the engine block 1, 4 denotes a 

15 cylindrical rubber one end portion of which is tightly engaged with an insulator 3a portion of the ignition 
plug 3, and 5 indicates a cylindrical tower member for insulating the top portion of the ignition coil assembly 
10, the top portion of the cylindrical tower member being tightly engaged with the other end portion of the 
cylindrical rubber 4. Further, illustrated at numeral 6 is a electrically conductive spring which is for 
introducing the secondary generation voltage of the ignition coil assembly 10 into an electrode 3b provided 

20 at the upper end portion of the ignition plug 3 and which is placed in the tower member 5. Numeral 7 is a 
lead wire for leading the secondary voltage developed by a secondary coil 25 of the ignition coil assembly 
10 to the conductive spring 6. Still further, illustrated at numeral 8 is an insulating fixing base for fixing the 
conductive spring 6 so as to be kept in the tower member 5. 24a and 24b are lead wires for leading 
electricity to a primary coil 24 of the ignition coil assembly 10, and 11 is an earth side lead wire for the 

25 secondary coil 25. 

Figs. 2A, 2B and 2C show an arrangement of a principal portion of the ignition coil assembly 10. In 
Figs. 2A to 2C, numeral 20 represents a central iron core formed by bundling wire rods so as to have a 
cylindrical (circular-pole-like) configuration, 21 A and 21 B are disc-like members for magnetic paths which 
are disposed at both ends portions of the central iron core 20 and which are arranged to have at their 

30 centers holes 21a and 21b respectively engageable with the central iron core 20, 22 denotes an outer 
cylindrical magnetic-path member, and 23 designates a cylindrical (or plate-like) magnet inserted into a 
magnetic gap between the disc-like magnetic-path member 21 A and the central iron core 20. The primary 
coil 24 and secondary coil 25 are respectively wound around the central iron core 20. Here, the magnet 23 
is for applying a bias magnetic flux to a closed magnetic path comprising the central iron core 21 , disc-like 

35 magnetic-path members 21 A, 21 B and outer sylindrical magnetic-path member 22 so as to improve the 
generation voltage of the secondary coil 25. A neodymium magnet or rare earth magnet may be used for 
the magnet 23. Further, as the central iron core 20 there is used an assembly constructed by bundling wire 
rods manufactured in accordance with a manufacturing method (Fig. 3) which will be described hereinafter. 
At the periphery of the central iron core 20 there is provided the primary and secondary coils 24 and 25. 

40 The magnetic field generated by the primary coil 24 goes to the disc-like (silicon steel plate) magnetic-path 
member 21 B, disposed at one end portion, and then returns to the central iron core 20 after passing 
through the outer cylindrical magnetic-path member 22, the disc-like magnetic-path member 21 A and the 
permanent magnet 23. At this time, cutting off the current passing through the primary coil 24 allows 
generation of a high voltage in the secondary coil 25. 

45 

Test 1 

A cylindrical ignition coil 10 having an outer diameter of 22 mm and a length of 68 mm is trially 
produced under the condition that the number of turns of the primary coil 24 is 132 and the number of turns 

50 of the secondary coil 25 is 13200. The central iron core 20 is produced by bundling hexagon rods with a 
space factor of 83% so as to have a cylindrical configuration having a diameter of 7.0 mm (cross-sectional 
area : 38. 48 mm 2 ). Each of the hexagon rods is made of a pure iron and has a diameter of 0.5 mm. Fig. 6 
shows the characteristic results of this ignition coil 10! As obvious from Fig. 6, this ignition coil 10 has 
obtained the characteristic which is equal to or higher than a conventional ignition coil comprising a square- 

55 pole-like core (lamination of silicon steel plates ; silicon steel plate lamination thickness t = 10 mm, 
appearance = 47 x 64 mm, central iron core cross-sectional area = 49 mm 2 ). That is, in this embodiment, 
when performing the inspection in terms of the cross-sectional area of the central iron core 20, it is possible 
to obtain the central iron core having a better characteristic with the cross-sectional area 38.48 mm 2 smaller 
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than the cross-sectional area 49 mm 2 of the conventional central iron core. This is considered to be 
because the central iron core is constructed by using wire rods which allows easy passage of magnetic flux 
and is arranged to have a circular configuration. 

Here, a method of manufacturing the central iron core is illustrated in Fig. 3. A number of wire rods 30 

5 are first taken up by bobbins 40 and then aligned through alignment guides 41a and 41b so that an 
insulating layer is attached to each of the wire rods 30 in an insulating-layer attaching process section 42. 
before successively inserting them into circular dies 43a, 43b and 43c. Thereafter, in the circular dies 43a, 
43b and 43c, the respective wire rods 30 are bundled and drawn so as to take a predetermined packing 
density to improve the space factor. Here, the end portions of the respective wire rods 30 are drawn by 

10 means of a drawing chuck 44, and the drawing tension due to the drawing chuck 44 depends upon the 
diameter of the wire rod 30 and the degree of the space factor. As shown in Fig. 4, the wire rod assembly 
bundled substantially has ahexagon configuration, and the space factor of the magnetic material in the 
central iron core 20 becomes above 80%. Fig. 5 shows an enlarged cross section thereof. In the case that 
tho space factor is above 85%, insulating layers 31 are required to be placed between the respective wire 

75 rods 30. Hero, as the insulating layer material there is usable any one of thermoplastic resin {for example, 
polyethylene (PE), polypropylene (PP), polystyrene (PS), hydrocarbon resin such as ABS resins, acrylic 
resms such as methyl metaacrylates (PMMA), vinyl acetate resins such as vinyl acetate resins and vinyl 
acetate copolymers, vinyl chlorides (PVC), vinylidene chlorides (PVDC), halogen containing resins such as 
fluorine, polycarbonates (PC), polyester resins such as saturated polyester (PBT), polyamide resins such as 

20 6 nylon. 66 nylon. 1 1 nylon and 12 nylon, poly phenylene oxide (PPO), polyether resins such as polyacetal 
(POM), arvi noJy other ether ketone (PEEK) resins, PET resins, polyimide resins}. 

Anofnor motnorf of manufactiring the central iron core 20 will be described. A number of wire rods 30 
whoso surtaxes are coated with an insulating material are cut to have a predetermined length and then 
bundiod and charged in a space formed by upper and lower dies coated with a mold lubricant so that the 

25 appoarance ol Umj product has a circular configuration, before performing the press formation with heating 
from the external 

Test 2 

30 A cylindrical ignition coil having an outer diameter of 22 mm and a length of 68 mm is trially produced 
where tho diameter of the central iron core 20 is 8.0 mm, the number of turns of the primary coil 24 is 132 
and the number of turns of the secondary coil 25 is 13200. Here, in the case that the wire rods for the 
central iron core 20 are made of an iron with a little carbon content and arranged to have a diameter of 0.5 
mm to take a magnetic flux density B 8 = 1 .6 T (tesla) when the magnetic field is 8 oersteds, a portion 

35 where the secondary generation voltage becomes above 30 KV when the primary coil breaking current is 
10A is illustrated in Fig. 7. As obvious from Fig. 7, when improving the space factor of the wire rods 30 of 
the central iron core 20 up to above 85%, the generation voltage is lowered as illustrated by the X-mark if 
the insulation is insufficient. The insulation process is required for the region that the space factor is above 
85% (in the case that the space factor is below 85%, there are spaces irrespective of no insulation process, 

40 thereby allowing the insulation). 

Furthermore, the diameter of the wire rods 30 is preferable to be smaller (little deterioration at high 
frequency), while, in the case of being below 0.01 mm, when improving the space factor under the condition 
of the execution of the insulation process of the wire rods 30, difficulty is actually encountered to obtain the 
more-than 95%. In addition, when the diameter of the wire rods 30 is small, the number of the wire rods to 

45 be bundled becomes large for forming the central iron core 20 having a predetrmined diameter, which 
results in being complex in the process, increasing the cost and making easy the breaking of the wire rods 
30 on bundling. Moreover, when the diameter of the wire rods 30 becomes above 3 mm, an eddy current 
occurs in the wire rod so as to lower the secondary generation voltage. Preferably, each of the wire rods 
made of a grain oriented silicon steel has a diameter of 0.01 to 3 mm and the magnetic flux density B 8 is 

so 1 .95 T (tesla) under the condition that the magnetic field is 8 oersteds. In this case, as shown in Fig. 7, the 
space factor above 57.5% allows the secondary generation voltage above 30 KV. Similarly, in the case of 
the wire rods made of a permenjule (Fe compound including 50% Co), the space factor becomes above 
52.5% when B 8 = 2.1 T. Thus, when the saturated magnetic flux density is great and the insulation 
between the respective wire rods is satisfied, it is possible to obtain a high secondary generation voltage. 

55 Here, the secondary generation voltage V is made in accordance with the following equation (1) 
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A' 

V=.k»S«B»p»A«[l+ — ] 

A 



(1) 



5 



where 
S : 
B : 



cross-sectional area 

magnetic flux density of the material 

space factor 



10 



P : 



A : primary breaking current value 
A 1 : eddy current value 
k: constant 

In this case, the eddy current A' becomes greater in accordance with increase in the diameter of the 
75 wire rod, and tends to become greater when no insulation. A preferable diameter of teh wire rod is below 2 
mm. However, in the case that the diameter of the wire rod is below 10 microns, the surface area of the 
wire rod becomes wide to require an insulating coat. The much insulating coat requirement reduces the 
space factor of the wire rod material (the ratio of the material in the cross-sectional area). The test result 
based upon this fact is shown in Fig. 7. 
20 As the kind of the wire rods 30 it is possible to use any one of materials which has a great saturated 
magnetic flux density and a good soft magnetic characteristic. At this time, for example, in the case of using 
a iron with a little carbon content (magnetic flux density is equal to or above 1.6 (tesla) under B 8 ) which has 
a diameter of 0.5 mm and a length of above 60 mm, it is preferable that the space factor of the wire rods is 
above 73% and the electrical insulation resistance between the respective wire rods is above 5 Qcm. 
25 That is, 

magnetic flux (in B 8 ) ; material above 1.30 T (tesla) 
diameter of wire rod ; 0.01 to 3 mm (circular or 
angular configuration) 

Insulation ; required (here, not required in the case 
30 that the space factor is below 85%) 

space factor ; while depending on the magnetic flux 

density value in B 8 , it is preferable to be above about 52.5% (although a large space factor is preferable to 
reduce the dimension of the central iron core 20, the space factor is preferably 85 to 95% when taking into 
account the insulation characteristic between the wire rods 30) 

35 

Further Embodiment (a) 

This embodiment is shown in Figs. 8A, 8B and 9A to 9D. In this embodiment, the central iron core 20 
formed by bundling wire rods to have a circular-pole-like configuration is arranged so that both end portions 
40 20a and 20b thereof respectively have square configurations. Forming both the end portions 20a and 20b to 
square configurations allows that angular plane magnets which are cheaper in cost than the cylindrical 
magnets are provided at the four or three sides of each of both the end portions 20a and 20b and further 
gaps between the magnets 23 and the end portions 20a, 20b are reduced so as to reduce the leakage of 
the magnetic flux to improve the performance. 



Further Embodiment (b) 

According to this embodiment, as illustrated in Fig. 10, after aligning hexagon wire rods 30, a material 
32 in which resin powder (0.5 to 30 weight% ) is attached to a surface of metallic power (pure iron or iron 

so including silicon) is provided at the circumference of the aligned hexagon wire rods 30 and then encased in 
a die having a predetemined configuration so as to be pressed and further placed as it is for one to five 
hours under the temperature atmosphere of 150 to 300°C so as to harden the aforementioned resin powder 
material (for example, araldite resin, epoxy resin). Thus, the metallic powder is charged in gaps between the 
hexagon wire rods which are presented at the peripheral portion. This charging (packing) efficiency reaches 

55 above 90%, thereby improving the characteristic. 

Further Embodiment (c) 



45 
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According to this embodiment, as illustrated in Fig. 11, wire rods 30 such as circular rods, triangular 
rods, square rods and hexagon rods are placed in a silicon steel pipe 33 and then heated in a temperature 
range of 300 to 900°C so as to repeatedly perform the warm drawing operation several times using dies 
with different diameters in order to gradually reduce the outer diameter of the silicon steel pipe 33. With this 

5 operation, the respective wire rods 30 are pressed by means of the contracting force from the external 
through the silicon steel pipe so as to increase the packing density. At this time, the insulating process (the 
attachment process of Si02 or AI2O3, or the insulating process due to the oxide such as the oxide of iron) is 
effected between the respective wire rods 30. After this insulating process, in order to eliminate the eddy 
current which can occur in the circumferential direction, a portion of the silicon steel pipe 30 is axially cut 

10 off and an insulating material 34 is introduced into slits formed by the cutting and fixed therein. The amount 
of the silicon of the silicon steel pipe 33 to be used herein is 0.5 to 6 weight% and the remaining is Fe or 
Fe-based material. The thickness thereof is 0.1 to 0.5 mm, preferably 0.25 to 04 mm, and the surface of the 
silicon steel pipe 33 is oxidation-treated. Acordingly, the space factor becomes above 90% which provides 
an excellent characteristic. 

75 

Another Embodiment (d) 

This embodiment has an arrangement as illustrated in Fig. 12. A thin silicon steel plate 35 (having a 
thickness of 0.1 to 0.3 mm) is wound two or three times around wire rods 30 and then drawn in a die so as 

20 to apply a pressing force to the wire rods 30 through the thin plate, thereby producing a formation to 
improve the space factor. At this time, the silicon steel plate 35 is insulation-processed. Although the 
overlapping degree of the silicon steel plate 35 increases in accordance with the contraction of the outer 
diameter thereof, since the silicon steel plate 35 is insulated at a portion on the circumference, it is possible 
to suppress generation of the eddy current. This can keep the space factor to above 90% to provide a good 

25 characteristic. 

It should be understood that the foregoing relates to only preferred embodiments of the present 
invention, and that it is intended to cover all changes and modifications of the embodiments of the invention 
herein used for the purposes of the disclosure, which do not constitute departures from the spirit and scope 
of the invention. 

30 An ignition coil assembly to be inserted into a plug hole of an engine so as to be directly coupled to an 
ignition plug. The ignition coil assembly is equipped with a central iron core and primary and secondary 
coils wound around the central iron core. The central iron core is formed by bundling magnetic wire rods to 
have a cylindrical configuration. This arrangement allows the ignition coil assembly to be easily and 
effectively inserted into the plug hole of the engine. 

Claims 

1. An ignition coil assembly for an internal combustion engine, comprising a central iron core formed by 
bundling magnetic wire rods to have a cylindrical configuration and processing them under a pressure, 

40 and primary and secondary coils wound around said central iron core. 

2. An ignition coil assembly as claimed in claim 1, wherein said wire rods are made of a material whose 
magnetic flux density is equal to or above 1.3 tesla when magnetic field is 8 oersted, and said wire 
rods are bundled to form said cylindrical central iron core so that the space factor is above 52.5%. 

45 

3. An ignition coil assembly as claimed in claim 2, wherein an insulating layer is attached to a 
circumference of each of said wire rods, and said wire rods with said insulating layers are bundled and 
pressed to be closely attached to each other to form said cylindrical central iron core, so that the space 
factor of said wire rods is 85 to 95%. 

50 

4. An ignition coil assembly as claimed in claim 2, wherein each of said wire rods has a diameter of 0.01 
to 3 mm and has a hexagon cross section due to the pressure formation performed when bundling said 
wire rods to have a cylindrical configuration. 

55 5. An ignition coil assembly as claimed in claim 2, wherein said cylindrical central iron core is arranged so 
that both end portions thereof have square cross sections. 

6. An ignition coil assembly as claimed in claim 5, wherein a plurality of angular plane magnets are 
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separately provided on plane portions of both said end portions of said central iron core. 

7. An ignition coil assembly as claimed in claim 4, wherein gaps fromed between said wire rods which are 
presented at a peripheral portion of said central iron core are filled with a resin including magnetic 

5 metal powder. 

8. An ignition coil assembly as claimed in claim 4, wherein said central iron core is formed by placing the 
cylindrically bundled wire rods in a silicon steel pipe and then compressing said silicon steel pipe 
against the cylindrically bundled wire rods. 

10 

9. An ignition coil assembly as claimed in claim 8, wherein said silicon steel pipe has slits formed by 
axially cutting it, and said slits are filled with an insulating material. 

10. An ignition coil assembly as claimed in claim 4, wherein said central iron core is formed by winding a 
75 thin silicon steel plate several times around the cylindrically bundled wire rods under a pressure. 

11. An ignition coil assembly to be inserted into a plug hole of an engine so as to be directly coupled to an 
ignition plug, said ignition coil assembly comprising a central iron core formed by bundling magnetic 
wire rods to have a cylindrical configuration, and primary and secondary coils wound around said 

20 central iron core, said wire rods being made of a material whose magnetic flux density is equal to or 

above 1.3 tesla when magnetic field is 8 oersted, and an insulating layer being attached to each of said 
wire rods, and said central iron core being formed so that the space factor of said wire rods with said 
insulating layers is 85 to 95%. 

25 
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FIG. 1 
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FIG. 2A 
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FIG. 4 
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FIG. 6 
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FIG. 8A 
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